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CLAIMS 



1. Process for -phe production of a position sensor 

comprising aJ housing, an electrical circuit arranged on 
a carrier being seated in its housing interior, 
comprising the steps: 



the carrier is connected to an electrical 
connection element to form a carrier-connection 
eleme it combination; 



the 
i 
end 
end; 



cjarrier-connection element combination is 

into the housing closed at a measuring 
a rear end located opposite the measuring 



ntroduced 



f rom 



combi nat 



led 



f il 
level 



the space around the carrier-connection element 
;ion in the interior of the housing is 
with a molding compound up to a specific 
and 



a cap] is connected to the rear end of the housing, 
the connections of the connection element being 
guided through said cap. 
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2. Process as defined in claim 1, characterized in that; the 
carrier-connection/element combination is arranged in 
the housing at an /angle to a longitudinal direction when 
molding compound Ls poured in. 

3. Process as defined in claim 2, characterized in that the 
carrier-connectijbn element combination is leaned against 
an inner wall oq the housing when molding compound is 
poured in. 

4. Process for thd production of a position sensor with a 
housing, an electronic circuit arranged on a carrier 
being seated ip its housing interior, comprising the 
steps : 

the carJier is connected to an electrical 
connection element to form a carrier-connection 
element/ combination; 

a molding compound is poured into the housing 
interior of the housing closed at a measuring end 
up to /a specific level; 



the carrier-connection element combination is 



push 



compound and 



a cag> 
the 
gui 



'd into the housing interior into the molding 



is connected to the rear end of the housing, 
connections of the connection element being 
through said cap. 



ded 



# 
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5. Process as defined in claim 1, characterized in that the 
connection element is rigidly connected to the carrier. 

6. Process as /defined in claim 5, characterized in that a 
plurality iof contact pins of the connection element are 
connected /to the carrier. 

7. Process as defined in claim 5, characterized in that the 
connection element is soldered to the carrier. 

8. Process /as defined in claim 1, characterized in that a 
cup-shaped insert is provided for closing the housing at 
the measuring end, said insert being pushed into the 
housing in the direction of the rear end from the 
measuring end . 

9. Process as defined in claim 8, characterized in that the 
insert is held on the housing in a force-locking manner 
after/ its insertion. 

10. Process as defined in claim 1, characterized in that the 
carrier-connection element combination is placed onto a 
closure element forming the closed measuring end. 

11. Process as defined in claim 1, characterized in that the 
housing is oriented in its longitudinal direction 
essentially parallel to the direction of gravity during 
the introduction of the carrier-connection element 
combination and/or during the filling with the molding 
compound . 
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12. Process as defined in claim 1, characterized in that: the 
amount of molding compound poured into the housing is 
controlled , 

13. Process as defined in claim 1, characterized in that 
during the connection of the cap with the housing the 
carrier-connection element combination is aligned in 
longitudinal/ direction of the housing. 

14. Process as defined in claim 1, characterized in that 
during the connection of the cap with the housing the 
carrier-connection element combination is aligned 
essentially collinear to the longitudinal axis of the 
housing , 

15. Process a£ defined in claim 1, characterized in that the 
cap ±s pu/shed into the housing. 

16. Process ks defined in claim 15, characterized in that 
the cap /is pushed into the housing as far as a stop 
defined /on the cap. 

17. Process as defined in claim 15, characterized in that 
the cap is pushed into the housing prior to hardening of 
the molding compound . 



18. Process as defined in claim 4, characterized in that the 
cap IS positioned on the carrier-connection element 
combination before the carrier-connection element 
combination is pushed into the housing interior. 
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19. Process as defined in claim 18, characterized in that 
the carrier-jconnection element combination is pushed 
into the housing with the cap positioned. 



20, 



21, 



22, 



Process as 
cap is prov 
element wi 



defined in claim 1, characterized in that the 
ded with a fixing means and the connection 
a fixing means adapted thereto. 



1 1 



Process as 
during the 
cap and the 
oriented re 
respective 



Position se 
accommodati 
carrier (22 
electrical 



defined in claim 20, characterized in that 
connection of the cap with the housing the 

carrier-connection element combination are 
lative to one another such that the 
fixing means can engage on one another. 



nsor comprising a housing (12) for 
ng an electrical circuit (24) arranged on a 

in a housing interior (16) and an 
connection element (46), characterized in 
that the cejrrier (22) and the connection element (46) 
are rigidly connected to one another to form a carrier- 
connection element combination ( 60 ) and a molding 
compound (88) is arranged in a space between the 
carrier-connection element combination and an inner wall 
(14) of the| housing. 



23. Position seisor as defined in claim 22, characterized in 
that the connection element (46) is a plug insert. 
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24. Position sensor as defined in claim 22, characterized in 
that: the connection element (46) is soldered to the 
carrier ( 22 ) . / 

25. Position sensor as defined in claim 22, characterized in 
that the housing (12) is manufactured from metal, 

26. Position sensor as defined in claim 22, characterized in 
that the housing (12) is closed at a measuring end (30) 
with a cup-Vshaped insert (32). 

27. Position sensor as defined in claim 26, characterized in 
that the Insert (32) is manufactured from a plastic 
material ./ 

28. Position sensor as defined in claim 26, characterized in 
that a sealing element (40) is formed on the insert (32) 
for sealing between the insert (32) and the inner wall 
(14) of the housing. 

29. Position sensor as defined in claim 26, characterized in 
that /the insert (32) is designed to be pushed into the 
housing ( 12 ) . 

30. Position sensor as defined in claim 29, characterized in 
that the insert is designed such that it is positionable 
on rthe housing (12) in a force-locking manner. 

31. Position sensor as defined in claim 22, characterized in 
tnat the housing (12) is designed to be essentially 
rcptationally symmetrical . 
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32. Position sensor as defined in claim 22, characterized in 
that the housing interior (16) has essentially the same 
cross section over the length of the housing (12). 



33. Position sensor as defined in claim 22, characterized in 
that a cap 1(62) is seated at a rear end (54) of the 
position sefnsor (10) facing away from the measuring end 
(30). 

34. Position sansor as defined in claim 33, characterized in 
that the cap (62) is of a plastic material. 

35. Position sensor as defined in claim 33, characterized in 
that the clap (62) is at least partially transparent. 

36. Position densor as defined in claim 33, characterized in 
that the qap (62) is pushed into the housing (12). 



37. Position sensor as defined in claim 36, characterized in 
that the (pap (62) has a stop (84), the insertion into 
the housing (12) being limited by said stop. 

38. Position sensor as defined in claim 33, characterized in 
that the cap has an opening (66) for the connection 
element ( 46 ) . 
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39. Position sensor as/ defined in claim 38, characterized in 
that the opening is designed such that the carrier- 
connection element combination (60) is adapted to be 
fixed in the housing (12) transversely to the 
longitudinal direction (18) thereof by means of said 
opening . 

4®. Position sensor las defined in claim 38, characterized in 
that the opening (66) for the connection element (46) 
has a smaller diameter than the housing (12) 

41. Position sensori as defined in claim 33, characterized in 
that the connection element (46) is provided with a 
fixing means (96) and the cap (62) with a fixing means 
(98) adapted thereto and the fixing means (96, 98) are 
adapted to engage in one another. 



42. Position sensor as defined in claim 33, characterized in 
that the cap ^62) is provided with an external thread 
(72). 



43. Process as 

connection e 



44, 



def 



ined in claim 4, characterized in that the 
lbment is rigidly connected to the carrier. 



Process as defined in claim 43, characterized in that a 



plurality of 
connected 6 to 



contact pins of the connection element are 
the carrier. 



45. 



Process as defined in claim 43, characterized in that 
the connection element is soldered to the carrier. 
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46. Process as defined in claim 4, characterized in that a 
cup-shaped insert is provided for closing the housing at 
the measuring end, said insert being pushed into the 
housing in the direction of the rear end from the 
measuring end. / 

47. Process as defined in claim 4'b, characterized in that 
the insert is held on the housing in a force-locking 
manner after its insertion/ 

48. Process as defined in claim 4, characterized in that the 
carrier-connection element combination is placed onto a 
closure element forming the closed measuring end. 



49. Process as defined in' claim 4, characterized in that the 
housing is oriented ^in its longitudinal direction 
essentially parallel to the direction of gravity during 
the introduction of the carrier-connection element 
combination and/on during the filling with the molding 
compound . / 

50. Process as defined in claim 4, characterized in that the 
amount of molding compound poured into the housing is 
controlled. / 

51. Process as defined in claim 4, characterized in that 
during the cdnnection of the cap with the housing the 
carrier-connection element combination is aligned in 
longitudinal/ direction of the housing. 




# 



36 - 



52. Process as defined in claim 4, characterized in that 
during the connection of the cap with Izrie housing the 
carrier-connection element combination is aligned 
essentially collinear to the longitudinal axis of the 
housing . 



in 



53. Process as defined in claim 4 , /characterized in that the 
cap is pushed into the housii 



54. Process as defined in claiijf 53, characterized in that 
the cap is pushed into th^ housing as far as a stop 
defined on the cap. 



55. Process as defined in /claim 53, characterized in that 
the cap is pushed in^o the housing prior to hardening of 
the molding compounj 

56. Process as defined in claim 4, characterized in that the 
cap is provided with a fixing means and the connection 
element with a fixing means adapted thereto. 



57. Process as defined in claim 56, characterized in that 
during the connection of the cap with the housing the 
cap and the y4arrier-connection element combination are 
oriented relative to one another such that the 
respective/ fixing means can engage on one another. 



